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THE FEDERAL MACHINE & WELDER COMPANY 

Cable Address Dana Avenue, WARREN, OHIO, U.S.A. 

“FEDERAL” Warren 

iron Age code on page 8 Manufacturers of Electric Welders 


Federal Products 

The Federal Machine & Welder Company is the largest 
company in the United States engaged exclusively in the 
manufacture of electric welders. Federal machines are 
used by all the large manufacturers of automobiles, sheet 
metal products, metal sash, etc., in the United States. 

These include: 

Dodge Brothers, Detroit, Mich. Automobiles. 

Globe-Wernicke, Cincinnati, Ohio. Metal furniture. 

Truscon Steel, Youngstown, Ohio. Metal buildings. 

Republic Stamping & Enameling Co., Canton, Ohio. 
Hollow-ware. _ _ .... , 

Mare Island Navy Yard, San Francisco, Calif. Metal 
work on ships. 


Engineering Service 

Federal engineers are ready to assist, in every possible 
way, in selecting the machine best suited to meet the cus¬ 
tomer’s particular requirements. Send all the information 
available as to the shape and weights of the parts to be 
welded and also as to the quantity to be produced in a given 
period of time. These details will be given careful consid¬ 
eration with a view to furnishing quotations. 


Electric Welding 

Resistance Electric Welding— Is accomplished by the 
passage of an electric current through the abutting or over¬ 
lapping parts of the pieces of metal to be welded. Heat is 
generated at the points of contact where the greatest resist¬ 
ance to the flow is encountered, and at the same time, 
pressure is applied to force the pieces together and form 
the weld. No current is used except when heating is being 


two pieces % in. (3 mm.) iron or steel. Will weld two 
pieces of &-in. (1,6 mm.) bright steel 120 times per minute. 


Material It Will Weld —Sheet iron and steel (bright or 
galvanized), monel metal, nickel, silver, etc. 



Method of Operation —Standard machines are arranged 
for foot operation only, 
but the same design is 
supplied with belt or 
motor drive, at added cost. 

The former are operated 
by placing the work be¬ 
tween the welding points, 
and pressing down on the 
foot lever, which firmly 
clamps the work. A slight 
added pressure closes the 
automatic switch and a 
further pressure permits 
the switch to open while 
the pressure is still on the 
welding points. The result 
is a perfect union of the 
two pieces of material. 

Voltage Regulation— 

The regulator shown on 
side of the machine 
has eight steps, giv¬ 
ing a range or 60 per 
cent, in voltage 
at the welding points 

sLs! gh This Ua permi£ FIG - 2 - "^elde™ 8POT 
one machine to handle Lower main conductor is water-cooled, 

more than one gauge Short solid welding point for welding 

Of material. Side seam of 2%-in. (64 mm.) tube. 


done. 



Spot Welding —Two pieces of metal may be joined by 
ilectrically welding them at the desired points in a manner 
iimilar to riveting or bolting them. Spot welding is used 
n many instances in preference to bolts or rivets, with the 
•esult that the work is more economical, neater and more 
jpeedily accomplished, 
federal power-driven ma¬ 
rines are arranged to 
five speeds up to 120 
ipot-welds per minute. 

Butt Welding —Is used 
jo join two pieces of abut¬ 
ting metal. Manufactur¬ 
ers of heavy metal goods 
such as heavy drop forg¬ 
ings, steel frames, shaft¬ 
ing, automobile rims, auto¬ 
mobile parts, agricultural 
implements, and buggy 
and wagon work, use this 
method. Butt welding is 
also used extensively in 
repairing high-speed steel 
tools, drills and reamers, 
and welding wire. In fact, 
the butt welding method is 
used in all cases where 
two pieces of metal are to 
be joined solidly into one 
piece. 

“Junior” Type Spot 

Welder 

Built to supply the 
demand for a welder 
to handle light and 
medium weight metal, 
maximum capacity 


FIG. 1. “JUNIOR” TYPE SPOT 
WELDER 

Welding points set fit an angle to allow 
spot welding under an overhanging 
ledge, in corners, and places in¬ 
accessible for vertical 
conductors. 


TABLE I. DIMENSIONS OF “JUNIOR” SPOT WELDERS 


No. 

Depth 
of throat 

Kilo¬ 

watt 

capacity 

Weight | 

Code 

word 

Foot operated 

Belt drive 

Motor drive 

in. 

mm. 

lb. 

kg. 

lb. 

kg. 

lb. 

kg. 

AU2 

12 

305 

10 

750 

340 

1150 

520 

1225 

555 

BIN AN 

A114 

14 

356 

10 

775 

350 

1175 

535 

1250 

565 

Bacap 

A116 

16 

406 

10 

785 

355 

1185 

540 

1260 

570 

BEKUP 

A118 

18 

457 

12M 

800 

365 

1200 

545 

1275 

580 

BESAP 

A120 

20 

508 

12J4 

825 

375 

1225 

555 

1300 

590 1 

BICEP 

A124 

24 

610 

12^ 

850 

385 

1250 

565 

1325 

* 600 

BESET 


The size of all upper and lower conductors is 2 In. (51 mm.) 
diameter. The height of each machine Is 48 in. (121© mm.). For 
weights, boxed for export shipment, add 20 per cent, to weights 
listed. 

An electric welder can be operated only from an alternating 
current circuit, single phase, or one phase if a multiphase alter¬ 
nating current circuit. Standard machines are wound for 220 or 440 
volts and GO cycles, but can be supplied for 110 or 550 volts, on 

short notice. Other voltages and frequencies furnished when de¬ 
sired. Motor-driven machines can be supplied with direct current, 

single or multiphase motors. In writing for priceB, always give 

voltage and frequency of your current supply. 

“Universal” Spot Welder 

The welding point arms are so designed that they may 
be rotated horizontally either side of the main support. The 
welding points are normally held in a vertical position, but 
by reversing the copper holder bars, they may be rotated 
vertically and held at an angle of 30 degrees, allowing them 
to operate under a projecting ledge or overhanging part 
This flexible arrangement of welding points was first brought 
out in Federal welders. 

This machine is arranged for both hand and foot oper¬ 
ation. Either one or both levers can be used at the con¬ 
venience of the operator. If desired they can be removed 
from their holding sockets without the aid of tools. 

There is a third socket attached to the bell-crank at the 
back of the machine. In case of bulky work which prevents 
the operator reaching either the hand or foot lever, the 
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hand lever is placed in this third socket and the welder 
operated from the rear. 

The switch operates automatically and cuts off the cur¬ 
rent upon the application of a pre-determined pressure. 
When unlimited 
pressure on the weld¬ 
ing points is desired, 
the automatic mech¬ 
anism may be dis¬ 
engaged and the 
switch operated by 
a button located in 
the end of the hand 
lever. 

The actual weld¬ 
ing current does not 
pass through the 
hand switch, which 
only takes a *4- 
ampere, 110-volt 
current. The weld¬ 
ing current does not 
through a master 
switch operated by 
the low-voltage cur¬ 
rent. Thus the max- fig. 3. ‘universal" spot welder, 
imum of protection 
is afforded the oper¬ 
ator. 



FIG. 4. “UNIVERSAL" SPOT WELDER, NO. A444B 
With lower arm arranged to weld the bottom of a box or 
deep receptacle. 


TABLE II. STANDARD SPOT WELDERS 
Without universal points or drop arm. With universal points and drop arm. 



Throat 


Welds 



Throat 


Welds 


No. 

depth 

Kw.* 

2 pieces 

Code 

No. 

depth 

Kw.* 

2 pieces 

Coder 


in. 

mm. 


in. 

mm 

word 


in. 

mm. 


in. 

mm. 

word 

A312 

12 

305 

20 


6.4 

MAGAT 

A 320 

20 

508 

20 

X 

6,4 

MKLAN 

A324 

24 

610 

20 

M 

6.4 

MAGEG 

A 332 

32 

813 

25 

V\ 

6.4 

MELER 

A336 

36 

914 

25 

H 

6,4 

MAGIN 

A 344 

44 

1118 

25 

X 

6,4 

MELIK 

A348 

48 

1219 

25 

X 

6.4 

MAGOB 

A 356 

56 

1422 

30 

X 

6.4 

MELOH 


•Transformer capacity. 

TABLE III. HEAVY DUTY SPOT WELDERS 
WHhoufc universal points or drop arm. With universal points and drop arm. 


No. 

Throat 

depth 

Kw.* 

Welds 

2 pieces 

Code 

word 

No. 

Throat 

depth 

Kw.* 

Welds 

2 pieces 

Code 

word 

in. 

mm. 

in. 

mm 

in. 

mm. 

in. 

mm. 

A412 

12 

305 

25 

A 

7,9 

MINAC 

A420 

20 

508 

25 

A 

7,9 

MOB AT 

A424 

24 

610 

25 

A 

7.9 

MINEB 

A432 

32 

813 

30 

ft 

7,9 

MOBEY 

A436 

36 

914 

30 

A 

7,9 

MINIZ 

A444 

44 

1118 

35 

ft 

7.9 

MOBIS 

A448 

48 

1 1219 

35 

A 

7,9 

MINOW 

A456 

56 

1422 

40 

ft 

7,9 

MOBUR 


•Transformer capacity. 


Electric Butt Welder, No. A15A 

Capacity —Maximum capacity for continuous service is 
2% in. (57 mm.) round or square of equal cross-section. 
Flats up to and including 10 in. (254 mm.) wide and % in. 
(9% mm.) thick. 

Platens —The top consists of two gun-metal platens in 
which are milled T-slots for taking %-in. (19 mm.) bolts, 


permitting the attachment of various designs of clamping 
equipment for holding material to be welded. The platens 
are recessed and water-cooled to prevent undue heating of 
the electrical parts. 



FIG. 6. ELECTRIC BUTT WELDER NO. A15A 


Die Operation —Fig. 6 shows the machine arranged with 
hydraulic jack for applying pressure. Toggle pressure 
mechanism is furnished if desired. 

Transformer Regulation —100 kw. Equipped with sep¬ 
arate regulating coil, designed to give, in eight equal divi¬ 
sions, a reduction of 60 per cent, of the full voltage at the 
welding jaws. This permits securing the proper current 
for welding various cross-sections of stock. 

Dimensions — Floor space, 38x88 in. (1,0 x 2,2 m.). 
Height, 50 in. (1,3 m.). Weight, 5 600 lb. (2 540 kg.). 

Uses —Recommended for welding auto-rims, heavy drop 
forgings, steel frames, lengthening shafting, butt welding 
large sections of high speed steel, and all work requiring 
accurate alignment and rapid production in quantities. 


Electric Butt Welder No. A10A 



This machine is used for welding high-speed steel tools, 
drills, and reamers and for the rapid and accurate welding 
of drop forgings for automobile parts, agricultural imple¬ 
ments, buggy and wagon work, straight bars, flat strip 
stock, and general utility work. 

It will weld round or 
square stock from % in. 

(13 mm.) up to and in¬ 
cluding 1*4 in. (32 mm.); 
flat stock up to % in. 

(3 mm.) thick and 10 in. 

(254 mm.) wide and tub¬ 
ing and pipe of approx¬ 
imately the same cross- 
section. 

Dies are water-cooled. 

One set is furnished with 
each welder, fitted for 
any class of work speci¬ 
fied. Operation is con¬ 
trolled by a hand lever 
with switch mounted on 
operating lever. Hori¬ 
zontal or vertical adjust¬ 
ments are quickly and easily made to accommodate work 
of different sizes and shapes. Stops are so designed that 
quantities of work can be rapidly welded to accurate lengths. 
A separate regulating coil gives eight (8) equal divisions 
and a maximum reduction of 60 per cent, of the full voltage 
at the welding jaws. Transformer capacity is 65 kw. 

Floor space, 34x56 in. (0,9 x 1,4 m.); height 46 in. 
(1,2 m.); weight, 1850 lb. (840 kg.). 


FIG. 6. ELECTRIC BUTT 
WELDER NO. A10A 


Type A6A—A 30-kw. machine, is used for welding steel 
hoops for barrels, tires, rings, metal frames, fender braces, 
brake rods, bolts, etc. The overhanging conductors with 
clamping devices make this machine a favorite for handling 
parts which would ordinarily have t6 be raised above the 
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top of the machine to be welded. Type A6A will weld 
rounds up to and including % in. (19 mm.), and squares 
and flats of equal cross section. 



FIG. 7. ELECTRIC BUTT \VELI>UK NO. A6A 


Electric Butt Welder No. A4A 




This welder is used for welding brake rods, flat or round 
stock, wire forms, lengthening drills and reamers, small 
bolts and all classes of light butt 
welding work. 

Its maximum welding capacity is 
V 2 in. (13 mm.) round or square, 
and flat stock of equal cross- 
section. 

Dies are best grade hard-rolled 
copper, set on water-cooled copper 
platens. Work is clamped by 
hand-operated cams, but foot oper¬ 
ation will be supplied at an addi¬ 
tional cost. Machines are easily 
adjusted to different sizes of stock 
and can be fitted with positive stops 
to permit welding to exact lengths. 

Either hand-operated or automatic 
trip switch as specified. 

The machine is arranged to give, 
in eight (8) equal divisions, a re¬ 
duction of 60 per cent, of the full 
voltage at the welding jaws. Trans¬ 
former, 7% kw. Floor 
space 24 x 36 in. (0,6 
x 0,9 m.) ; height 36 
in. (0,9 m.); weight, 

650 lb. (300 kg.). 


FIG. «. 


WELDEIl 

A4A 


NO. 


A2A Butt Welder 

This machine is de¬ 
signed for welding 
light wire work, small 
drills, reamers, bands 
and hoops, and is of 
untold value in the 
modern tool room, 
when the mechanic 
becomes familiar with 
its uses. 

If space is limited 
it may be installed on 
a bench. Type A2A is 
also made mounted on 
a portable stand 
equipped with large p K j o. electric butt welder 
castors so that it can no. A2A 


be rolled easily from one place to another. Owing to the 
overhanging jaws, hoops, rings and odd shapes can be 
welded to advantage. 

The maximum welding capacity is % in. (9 mm.) round 
iron or steel; square and flat stock of equal cross-section; 
copper and brass up to No. 8 gauge (4,4 mm.). Dies are 
made of the best grade of hard-rolled copper. One set is 
furnished with the machine, fitted for any class of work 
specified. Work is clamped by hand-operated cams. The 
switch has an automatic trip that is readily adjustable. 
Machine has a transformer arranged to give a 60 per cent, 
variation of voltage at the welding jaws, in ten (10) equal 
steps. 

Floor or bench space, 11 x 22 in. (279 x 559 mm.) ; height 
23 in. (584 mm.). Weight, 250 lb. (115 kg.). 


Electric Tube Welders A22A 

Machine No. A22A will weld tubing from VA in. (32 mm.) 
up to 3 in. (76 mm.), inclusive, by merely changing the 
copper dies for clamping the work. Material such as round 
•and square steel bars from Y 2 in. (13 mm.) up to 1^4 in. 
(32 mm.) can also be welded with the use of proper dies 
for clamping the stock. Tubes to be welded are clamped 
in position by air pressure. This aids greatly in speeding 
production. The dies for holding the tubes to be welded 
are supplied with circulating tubes, through which a stream 
of water is pumped to prevent undue heating of the clamps 
and conductors during long periods of continuous service. 

Standard machines are wound for service on one phase of 
a 220-volt 60-cycle circuit, but can be supplied for any volt¬ 
age and frequency at a slight additional cost. The welding 
of a 2^4-in. (57 mm.) locomotive tube 11 gauge (3 mm.), 
requires approximately 15 kw. for a period of 45 seconds. 
The welding of materials of different kinds, as well as weld¬ 
ing tubes of various sizes, necessitates a change of voltage 
at the weld, as this changes the amperage and thereby con¬ 
trols the heat. To accomplish this, a separate regulating 
or auto coil is built into the machine, this coil having taps 
connecting to the contacts of a rotary or multiple-contact 
switch. 

Electric welding eliminates the pre-heating and swaging of 
the tube and safe-end necessary in lap welding. After the 
operator becomes expert in electric welding, which should 
require only a few days, the necessity for testing the tubes 
with water pressure for leaks is eliminated. 


Tube Roller 

Fig. 10 shows the rolling machine which should be pur¬ 
chased in connection with the A22A butt welder. This tube 
roller is installed directly behind the welder and, imme¬ 
diately after a tube is welded and while still hot, it is slipped 
over the revolving mandrel of the roller and the upper 
roller is brought down upon the completed weld, which im¬ 
mediately rolls the upset portion of the heated tube down to 
the original dimensions, leaving both the outer and inner 
surface of the tube in perfect condition. 



FIG. 10. ELECTRIC TUBE WELDER 
With tube roller attached. 


LE TEXTE FRANgAIS FAIT SUITE 


PyCCKItt TEKCTt-jt&UjflyET'b 

Digitized by vjUUv LC 






THE FEDERAL MACHINE & WELDER COMPANY 


875 


THE FEDERAL MACHINE & WELDER COMPANY 

Dana Avenue, WARREN, OHIO, ETATS-UNIS 
MATERIEL POIJR SOUDURE ELECTRIQUE 
Adresse tAlAgraphique: “FEDERAL”, Warren 
Code de l’lron Age A la page 14. 


MATERIEL FABRIQUE:— La "Federal Machine & Welder 
Company” est l’une des plus grandes maisons des Etats- 
Unis s’occupant de materiel pour la soudurc Alectrique. Los 
machines "Federal” sont employees par tous les plus grands 
constructeurs d’automobiles et industriels des Etats-Unis; 
parmi ceux-ci nous pouvons citer: 

Dodge Brothers, Detroit, Michigan.—Automobiles. 

Globe-Wernicke, Cincinnati, Ohio.—Meubles en Metal. 

Truscon Steel, Youngstown, Ohio.—Constructions MAtalli- 
ques. 

Republic Stamping & Enameling Co., Canton, Ohio.— 
Ustensiles creux en mAtal. 

Mare Island Navy Yard, San Francisco, California.—Chan¬ 
nel's de Constructions Navales. 

BUREAU TECHMftlE. —Nos IngAnieurs sont toujours A la 
disposition de nos clients pour les aider & choisir la ma¬ 
chine qui rApond le mieux A leurs besoins. II est bon de 
nous envoyer tous les renseignemerts necessaires cn ce qui 
concern© la forme et le poids des pieces A souder et aussi le 
taux de la production dAsirAe. 

LA SOI D1RE ELECTRIQUE.— 

SOUDURE ELECTRIQUE FAR RESISTANCE.—Ce procA- 
dA consiste A fair© passer un courant Alectrique dans le 
circuit constituA par les pieces mises bout A bout ou appli- 
quAes les unes contre les autres; il se produit aux points de 
contact, un© forte AlAvation de temperature entrainant la 
fusion du mAtal, car en ces points le courant rencontre une 
resistance plus grande; il suffit alors de presser les deux 
pieces l’une contre l’autre pour terminer le travail. 

SOUDURE ELECTRIQUE PAR POINTS.—Deux piAces de 
mAtal peuvent Atre soudAes Alectriquement en des points 
isolAs d’une fagon analogue & celle qui consiste A les as¬ 
sembler par des rivets ou des boulons. Il est sou vent plus 
Aconoinique de souder deux pieces Alectriquement que de les 
river ou de les boulonner et de plus, ce genre de rivetage 
Alectrique est plus propre et plus vite fait. Les machines 
"Federal” peuvent fair© jusqu’A 120 points de soudure A. la 
minute. 

SOUDURE “BOUT A BOUT”.—Ce genre de soudure est 
employA pour assembler deux pieces bout A. bout; il est IrAs 
employA pour les grosses pieces forgoes, pieces pour cons¬ 
tructions mAtalliques, arbres de transmission, organes d'au- 
tomobiles, instruments agricoles, etc., et aussi dans la re¬ 
paration d’outils en acier rapide, mAches, alAsoirs » t fils en 
acier pour soudures. 

MACHINE A SOUDER PAR POINTS. TYPE “JUNIOR”.— 

Employee pour souder les mAtaux comme le fer ou l acier, 
ne dApassant pas 3 mm. (% de pouce) d’Apaisseur (2 pla¬ 
ques). Cette machine peut fair© 120 points de soudure A. la 
minute sur une Apaisseur de 1,6 mm. (1/16 de pouce). 

METAUX QUE LA MACHINE PEUT SOUDER.—Plaques 
de fer ou d’acier (polies ou galvanisAes), nickel, argent, etc. 

CARACTERISTIQUES.—Les modules courants sont A com- 
mande par pAdale, mais nous pouvons aussi les fourn*r avec 
command© par courroie ou directement par moteur Alectri- 
que, moyennant un supplement de prix. Le commutateur qui 
se trouve sur l*un des cOtAs de la machine (voir figures 1 
et 2 du texte anglais) a huit touches, ce qui permet d’aug- 
menter ou de diminuer le voltage suivant l’Apaisseur du 
mAtal A souder. 

Fig. 1. Machine k Souder par Points, Type “Junior”. Les 

tiges pour la soudure sont montAes en dehors de l'axe de 
la machine. 

Fig:. 2. Machine k Souder par Points, Type “Junior”. Bor¬ 
ne infArieure A refroidissement par eau. Pour la soudure 
des tubes, il est possible de rAgler cette machine de fagon A 
ce qu’elle fasse des points de soudure lagers. 

TABLE I. SPECIFICATIONS DES MACHINES “JUNIOR”. 

—Se reporter au texte anglais. Lire de gauche A droite, 
pour chaque colonne: No. de la machine. 1’ortAe de la ma¬ 
chine. Puissance nAcessaire en kilowatts. Poids de la ma¬ 
chine avec commande par pAdale. Poids de la machine avec 
command© par courroie. Poids de la machine avec comman¬ 
de par moteur. Mots de code. 

MACHINE A SOUDER “UNIVERSAL”. —Les bras peuvent 
tourner de chaque c6tA par rapport au centre de la machine; 
les tiges pour la soudure sont ordinairement au centre de 
la machine, mais elles peuvent etre dAplacAes de fagon A 
fair© un angle de 30 degrAs avec l’axe de cette derniAre. 
cela est nAcessaire. Cette machine peut Atre command^ 
soft A la main, soit par pAdale. 

Fig. 3. Machine k Souder par Points, “Universal”, No. 
A444B. 

Fig. 4. Machine k Souder par Points. “Universal”, No. 
A444B. Le bras infArieur est dispose pour permettre le sou- 
dage des fonds de boltes ou de recipients creux. 


TABLE II. MACHINES A SOUDER PAR POINTS. MODE¬ 
LED ORDINAIRES, SPECIFICATIONS. 

TABLE III. MACHINES A SOUDER PAR POINTS, POUR 
GROS TRAVAUX, SPECIFICATIONS. 

Pour ces deux tables, se reporter au texte anglais et lire: 
Partie gauche: sans tiges fixes pour la soudure. Partie 
droite avec tiges mobiles pour la soudure; et de gauche 
A droite, pour chaque colonne: No. de la machine. Profon- 
deur de la gorge. Puissance en Kw. Peut souder 2 pieces 
d une Apaisseur totale de. Mot de code. 

MACHINE A SOUDER BOUT A BOUT, No. A15A. 

DIMENSIONS DES PIECES SOUDEES.— Pour un emploi con- 
tinu, cette machine peut souder des barres carries ou ron- 
des de 57 mm. et aussi des feuilles plates de 254 mm. de 
large et de 9,5 mm. d’Apaisseur. 

Fig. 5. Machine A Souder Bout A Bout, No. A15A. 

CARACTERISTIQUES. —La table est pourvue d’une rainure 
en T permettant de placer des boulons de 19 mm. (3/4 de 
pouce) et par suite de serrer des pieces quelconque. Cette 
table est refroidie par circulation d’eau, de sorte que les 
pieces A travers lesquelles passe le courant ne peuvent 
s’Achauffer outre mesure. 

SOUDURE DES MATRICES. —La figure du texte anglais 
montre notre machine pourvue d'un apparoil hydraulique ca¬ 
pable d'appliquer fortement deux pieces l'une contre I’autre. 
Nous pouvons aussi fournir un mAcanisme de serrage par le- 
vier articulA, si on le desire. 

APPAREILLAGE ELECTRIQUE. —La machine a une puis¬ 
sance de 100 Kw. et est pourvue d’un rheostat special donnant 
une reduction de courant de 60 % du voltage primitif. 

ENCOMBREMENT. —Surface 1 x 2,20 metres Hauteur 1,30 
metre. Poids 2540 kgs. 

EMPLOIS. —SpAcialement recommandAe pour souder les jan- 
tes. grosses pieces de forge, cadres d’acier, arbres de trans¬ 
mission, aciers rapides et pour tous travaux demandant un 
alignement parfait et une production rapide. 

Fig. 6. Machine A Souder Bout A Bout, No. A10A. 

MACHINE A SOUDER BOUT A BOUT, No. A4A. —Pour 

souder les outils en acier rapide, mAches. alAsoirs; et pour 
souder rapidement et avec precision les pieces d’automobiles, 
outils agricoles, etc. Cette machine peut souder des barres 
rondes ou carries de 13 A 32 mm., inclusivement, et des 
feuilles de 254 mm. de large et de 9 mm. d’Apaisseur, ou 
tubes de dimensions analogues. Puissance nAcessaire: 65 Kw. 
Encombrenient: surface, 0,90 x 1,40 mAtre; hauteur* 1,20 
mAtre. Poids: 840 Kgs. 

TYPE AOA. — C’est une machine d’une puissance de 30 
kw. employAe pour souder les cercles de barriques, jantes, 
anneaux, chAssis. cadres, tiges, boulons, etc. Elle peut sou¬ 
der des barres jusqu’A 19 mm. (% de pouce) de diamAtre ou 
des piAces d’Apaisseur Aquivalente. 

Fig. 7. Machine A Souder Bout A Bout, No. A6A. 

MACHINE A SOUDER BOUT A BOUT. No. A4A. —Pour 
souder des bielles de frein, barres plates ou rondes, fils d’a¬ 
cier, mAches, alAsoirs, petits boulons et pour exAcuter toutes 
sortes de petits travaux. Cette machine peut souder d°s bar¬ 
res rondes ou carrAes de 13 mm., ou des barres plates de 
meme Apaisseur. Puissance nAcessaire 7% kw. Eneom- 
brement: 0,60 x 0.90 mAtre. (surface) et 0,90 mAtre (hauteur). 
Poids: 300 Kgs. 

Fig. 8. Machine A Souder Bout A Bout, No. A4A. 

MACltlNE A SOUDER BOUT A BOUT, No. A2A. Pour 

souder les tiges, petites mAches, alAsoirs. cercles, etc. C’est 
une machine de grande valeur pour le mAcanicien. Si la place 
dont on dispose est restreinte, on peut la placer sur un Ata- 
bli: elle peut Agalement Atre montAe sur un socle portatif 
et peu Atre roulAe d'un endroit A un autre. Elle est em¬ 
ploy^ pour souder des barres d’acier ou de fer rondes de 
9 mm. de diamAtre, ou des barres carrAes ou plates de meme 
Apaisseur: pour des barres de laiton ou de cuivre, elle peut 
souder des piAces de 4.5 mm. d’Apaisseur. Encombrement: 
280 x 560 mm. (surface) et 585 mm. (hauteur). Poids 115 
Kgs. 

Fig. 9. Machine A Souder Bout A Bout, No. A2A. 

MACHINE A SOUDER LES TUBES, No. A22A. —Notre modAle 
No. A22A soude des tubes de 32 A 75 mm. de diamAtre (inclusi¬ 
vement) en changeant les collets de serrage suivant le diamA¬ 
tre des tubes. Cette machine peut souder aussi des barres ron¬ 
des ou carrAes de 13 A 32 mm. Les tubes qui doivent etre sou- 
des sont serrAs pneumatiquement. ce qui augmente la produc¬ 
tion. Les machines ordinaires, de ce type, fonctionnent avec 
un courant monophasA de 220 volts et 60 pAriodes. mais 
nous pouvons les modifier, moyennant un faible supplAment 
de prix. pour qu’elles fonctionnent avec un courant plus fort. 

LAMINOIR POUR LES TUBES.— La figure 10 du texte an¬ 
glais montre un laminoir pour tubes que nos clients devraient 
commander en mAme temps que notre machine A souder 
les tubes No. A22A. Cette machine est placAe derriAre la 
machine A souder, et aussitAt aprAs que les tubes ont At A 
soudAs, on les passe au laminoir; celui-ci Agalise l’Apaisseur 
du tube, tout en laissant 1’intArieur et 1’extArieur de ce der¬ 
nier parfaitement lisses. 

Fig. 10. Machine A Souder leu Tabes, avec Laminoir. 
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3AB0A*b CTAHKOBb A/1H 3/lEKTPMHECK0ft CBAPKH. 

Aspect AM KaUJierpaMMi: “FEDERAL”, Warren 
I\OAb Kata.!ora iron Age na 1 G-ii np. 


M3Abilin 3AB0AA: — ^ejepa.iLHaa KoMnaiiifl HBAHCTCfl oAHHMb 
H3b KpynHtfiiiiHXb npeAnpimiii Bb CoeAHiieHiibixb Hliaiaxb, 3a- 
HflTbIXb, HCK.lIO'IHTeJbllO, llOCTpOHKOH B.ieKTpOCBapO'IIihlX'b CTaH- 
kobt>. Ha Bcixb GoAbiniixb 3aB0A.axi> uo npon.iBOACTBy aBTOMoun- 
jeft, na^fijiiu h.tb .inoTCBoro McTa.ua, Mcia.unuecKuxi okohhmxt. 
paMi* h np. npiiMtmnoTCfl BAeicTpocBapoMiiue cTannn ‘Pe^epajib- 
hoh KoMnanin. HiiSKeiiepu 9T0i! KoMuanin eoAtiicTByioTb noTpe- 
OHTe.iio bt> Bbioopt Maiiinmj, lianoojite cooTBhTCTByiomeii Aait- 
HOMy e« na.3ua«ieniio; noTpeoniejib npHr.iamaeTcH npncw.iaTb Bet 
CBt^tnia KacaTcjibHO (fiopMhi h Btca MacTeii, iioA.ieiKamnxb cBap- 
Kt, a TaK/KC yKa3biBaib HcejaTeAbiiyio npoHaBOAnTCAbiiocTi, CTaiiKa 
Aah H3Btc*THaro nepio^a BpeMcnn. 

3/IEKTPMHECKAfl CBAPKA. — CBAPKA, TOTEMS nPIIMb- 
IIEHIH 9TEKTPIl l IECKAF0 COnPOTHB.lEllIH^ Bbino-inacTCji 
CAtAyionuiMb oopa30Mb: nponycKaion, ojeKTpnMCcKiii tokt. nepeab 
CBapHBaeMUfl nacm MeTajunnecKiix'b HpACMeTOBb, npiiBOA« 3 th 
nacTH Bb coupnKocnoBenie APyrb cb APyroMb — Bb cTMKb iuii 
B b HaxjiecTKy (naKAaAKy); ueKTpnuecKifi TOKb Bciptnaen, na- 
iGoAbmee conpoinBjienie bt* MtcTaxb conpnKociioBeiiiH qacTeu, 
BH 3 biBaa HXb naKajinBanie. Bb to ace Bpewa npmKHMaioTb pac- 
Kajieuiibifl nacTH Apyrb kt» ^pyry n npoH3BOAHTb cBapnBanie. 
Torn. nponycKaeica HCKAiouHTexmo Bb MOMembi narpf,Ba CBa- 
pHBaeMMX’b nacTefi. 

MfeCTHAH BJIEKTPHHECKAH CBAPKA. — fat MeiajjinnecKia 

nacm Moryn Gmtb coeAnnciihi, npn noMomn 3.ieKipnnecKOH cnap> 

KH HXb, BT> AfOOblXb MtcTaXb, DO^OUHO COe^HHCHiK) 3aKJCnKaMH 

hah GoATaMH. MtcTiiaa caapna bo Miiornxb ejtynaax'b hpcahomh- 
TaeTCH cKjienKt hjih cGaAMHBaiiiio, bt» BnAy Toro, t ito cBapn- 
BaHie flB.iaeTca Oojite 9K0ii0MH*iHbiMb, 6o.iie aKKypaTiibiMb h 
6oAte obicTpbiM’b cnocoooMT, coeAHHenia MCTaun'iecKiixb nacref!. 
3aeKTpocBapo T iiibie CTanKH ,,$eAcpaAb” cb MexawnecKnMb npn- 
boaomt> Moryrt A aTt AO 120 cBapcunbixi* Mien, Bb Mnnyiy. 
9JIEKTPH T IECKAH CBAPKA BT> CTbIKT> npHniimeTca am co- 
e^RHciiiH ^b\ t xt> MeTaAJiH'iecKiixb nacTCH, conpuicaeaiomnxcfl Meac^y 
coGoii KpaaMH hjih KonnaMH. 9tott» cnoeouT> cBapKD naxo,i,nTB 
ce6i npinioaceiiie na 3aB0Aax'b, r^t hmIictch hpoh3boactbo Kpyn- 
hnxi MCTajijmnecKHXT* npeAMCTOBi, Kam., nani)HMtpT>, npyrniuxi, 
nuaMHOBblX'b nOKOBOKT>, CTajhllblXT* paMT., BaJOBT>, KO.ICCIIblX'b 
oGoabcbt, ^Jifl aBTOMOoHJieH, aBTOMonn.ibiibix’b nacTen h np. CBapna 
bt» CTbiKT* ynoTpeGueTCfl Tanace bt» ninpoKHXT, paantpaxi npn 
peMOHTt HHCTpyMeHTOBT, H3i OucTpoptacymeH CTaJIH H CBapKH 

npOBOJIOKH, — H BOOome BC3At, HeOOXOJIIXO COCAHIIHTb BT, 

o^ho AB'fe MeiajjK'iecKia nacTH. 

8.iEKTPinECKin npunoFi xra MtcTiion cbapkii, Turn. 

JUNIORS- — 9tott> thut, (cm. $nr. 1 ) c.iyncnrb CBapKH 
nacTefi hbt, jncTOBoro Mdaua, ct, HanoojibiueH Toamniioit bt, 
1/8 (3 MM.) A.™ acentaa h.ih na.TH. CiauoKT, npon.iBOAHT’b 

120 cBapoKi, bt, MHHyTy, npn TOJimnnl, jihctoboh ciajin bt>. 1/16 
AM. (1,6 MM.). 0TOTT, cnocoui, npHM'fellHM’b TaKIKC CBapKH 

nacieit H 3 T, hhkkcjih, cepeopa h np. CTanoKT, nopwajibnaro Tnna 
npHBOjHTCH bt» ^tHCTBie npn homoihh noiKnofi nc,T,ajin, no Ta- 
ace canaH mo^cjib mo acerb Ghtb Aocianxena ct> pcmchhwmt, npn- 
bo^omt, hjih ct» BJieKTpo^BHraTejieMi, aa AoGaBonnyio HJiaTy. One- 
paain CBapKH oneiit npocia: cBapnBaeMbia nacTH noMtmaiOTca 
Meacjiy ocTpiflMH cBapounaro npnuopa h hjiotho c^aBJinBaioTCH 
naacaiieMT, Ha ne^ajib; npn btomt, hpohcxo^htt, aBTowaTHnecKoe 
BKJnoneiiie Toica, a 3arfcMT, ero BbiKjnonenie npn 
HaJKHMaHin na ne^ajib, Tor^a KaK-t ocTpia eme CAaRJinBaiorb 
CBapHBaeMoe MtdO. Bt, peayjibTaTi; nojiynaeTcH coBepmemioe 
coe^HHeHie flBys'B nacTCH bt, ojny. PeryjiflTopT,, bh^uimmu cGoKy 
na Gokoboh cTopont CTaiiKa (4>nr. 1 h 2), hobboxbctt, nonnacaTb 
BOJibTaaci y CBaponnuxT, ocipifi 60%, npH bocbmh cTenenHXT, 
peryjinpoBauifl. 

yHHREPC A JLHLIrt 9JlEKTPOCBAPO T IHtTtt CTAHOKT, J^.TH 
MtCTHOtl CBAPKH ((Jmr. 3 H 4). — KpoHnueiiiiu, nouepM- 
Baiomie cBaponubia ocipia, Moryn, noBopaaHBaTbca, bt>^ ropn- 
30 HTaJIbH 0 H hjiockocth, bt, jnouyio cTopoiiy okojio rjiaBiiow CTa- 
hhhli. OcTpia AepacaTca, oGbiKHOBenno, bt, BepTHKaJibnoMT, hojio- 
aceniH, ho Moryn, HOBopaanBaTbca bt, BepTHKajibiioii djockocth 
h ycTanaBjiHBaTb(*a hoat> yrjioMT, bt> 30 rpa^ycoBi,. mto ^aerb 

B 03 M 0 ?Kii 0 CTb npoH3BOTHTb cBapKy ho^t, BbicTynaiomnMH aaCTaMH 
($Hr. 4). 9 to rnnKoe npncnoeoGjienie cBapomibixT, onpiu npn- 
MtHcno, BnepRbie, bi cianKaxT, ,,^‘e^epaaT,”. CianoKT, npnBO- 
^HTca bt, ^tficTBie, KaKT, ott, pyan, Tam, h HaacnMOMT, na lioac- 
Hy» neaajib. BbiKjnoaaTCJib aBTOMainnecKH npepwBaerb toki, kbkt, 
TOJibKO aocTHraeTca onpe^tjieHHoe ^aBjenie cBapomibixT, ocipifi. 


OJEKTPOCBAPOHHHfl nPHBOPT> CTbIKOBOtt CBAPKH, 
A® A6A (4>Hr. 5). — 3 toti» cTanoni. bi 30 KHJioBani,, ynoTpeG- 
jfleTCfl A-sa CBapKH cTajibHUXT, oGpyqen a^h Go^ckt,, a^h CBapKH 
KOJieCHblXt niHHT,, KOACHT,, MCTajJJIH’ICCKHXT, paMT,, TOpMa3HUXl 

Tarb. Gojtobt, h np. Thut, As A6A upHMtnnMT, a^h cBapKi 
Kpyr.iaro acejitaa ao 3/4 am. (10 mm.) bt, AiaMeTpi, a Tanse 
KBaApamaro h naocKaro aceat3a ct, cooTBtTCTByiomcH njonjaAbD 
ctaeifia. 

a.IEKTPOCBAPOHHbin nPHBOP'b JUH CTblKOBOH CBAPKH 
As A15A (4>nr. 5). — HanGojibiuie paantpu acejit3a, cBapnBae- 
Maro na btomt, cTaiiKt: 2-1/4 am. (57 mm.) a^h AianeTpa Kpyr- 
jaro 3Ke.it.ia, h.ih KBaApamoe acejitao, cooTBtTCTBywniaro ciae- 
nia; njiocKoe aceatao a° 10 am. (254 mm.) ninpnnw h 3/8 am. 
(0-1/2 mm.) To.iminibi. PeryjinpoBO'iHbiH Tpanc(|jopMaTopT, bt, 100 
KHJiOBaTTT, ciiaGHcem, OTAt.Tbuoii peryjinpyiomeH KaTjuiKow, am 
BOcbMH cTeneiicH uounjiccuia Bo.ibTaaca, A a *omeii no.moe nonnaceHie 
Ha 60% y cBapouiibiXT, .laaciiMOBb. PasMtpu: TpeuyeMan njomaAS 
nojia — 38x88 am. (1,0x2,2 m.); Bbicoia CTaiiKa — 50 ax. 
(1.3 m.); Btcb — 5,600 (f)ynT. (2540 KH.iorp.). — HpHMtueHie: 
AAfl CBapKH oGoAboBb, aBTOMoGnjibiiuxb KOjecb, Kpyniibixb hoko- 
BOKb, CTajibHbiib paMb. BajioBb, Gbicipopt;KynioH cTa:in Goabinoro 
ctneuifl, h a^h bchkoh CBapKH, upn KOTopoii TjieoyeTCH tohh&h 
i!CHT]tnpoBKa cBapHRacMbixb nacTeii h GuetpoTa paooTH. 
9.IEKTPOCBAPOHHbin CTAHOKT) CTblKOBOH CBAPKH, 
As A10A ((Jjnr. 7). — 3TOTb cTaHOKb npnMtHaeTca AJfl CBapKH 

HHCTpyMeHTOBb GbICTpoptacymeH CTaJH H A* 1 ^ GuCTpofl H TOHHOi 
CBapKH KOBamibixb aBTOMoGnjibUbiib nacTefi, a Tanace naoTCH 3ex- 
jieAtJibqecKHXb Mammib h opyAiii. aKHnaacHuxb nacTefl, npHMbin, 
GpycKOBb, HAOCKaro aceat3a h np. HanGoAbmie pa3Mtpu cBapH- 
BaeMaro aceAtaa: Kpyrjoe on 1/2 am. (13 mm.) ao 1-1/4 ax. 
(32 mm.), h cooTBtTCTByiomaro ctneHin — KBaApamoe; mocKie 
H0A0CU AO 1/3 AM. TOAmnUM H AO 10 AM. (254 MM.) HIHPHHH, 
a TaKace TpyGKH nAH ipyGu cooTBticTByiomHX'B ctnenin. Ot- 
AtAbHaa peryAnpoBomian KaTyuiKa Aaon, boccml CTeneneii pe- 
ryAnpoBaiiia, ao HaiiooAbraaro noiiHaceiiiH BOAbTaaca Bb 60%. 
MomiioeTb Tpanc(JopMaTopa 65 KHAOBarrb. 3aiinMaeMaa njomaAb 
no.ia — 34x56 am. (0,Ox 1,4 m.); BucoTa CTamca — 46 a*- 
(1,2 m.); Btcb ciauKa — 1850 (J)ynT. (840 Kniorp.). 
OJEKTPOCBAPOHHblH CTAHOKT) CTblKOBOH CBAPKH 
As A4A. (^nr. 8). — 9 tott» CTanoKb cayacnib npnGAH 3 HTeAbH 0 
Aah Ttxb ace paGon, mo h npeAUAymiH. HanGoAbmie pa 3 Mtpu 
CBapnBaoMaro aceAt3a: Kpyrjoe — Bb 1/2 am. (13 mm.), hjh 
cooTRtTCTByiomaro ctneiiia KBaApaTiioe hjh HAOCKoe acejt30. 3a- 
acnMbi H3roTOBAemj H3b Ayniuaro KanecTBa npoKaTiioii m^ah h no- 
MtmaioTCH Ha MtAiiwxb AOCKaxb. oxjaacAaeMuxb boaoh. CianoKb 
nMten, boccmb CTenciiefi peryAnpoBaiiia BOAbTaaca, cb HaHooab- 
mHMb HoiiHaceiiieMb Bb 60%. Tpanc^opMaTopb Bb 7-1/2 •khio- 
Banb. nAomaab uo.ia a-ih craiiKa — 24x36 am. (0.6x0.9 m.); 
Bbicoia CTaiiKa — 36 am. (0,0 m.) Bf,cb 650 ({ivht. (300 KnAorp.) 
3JIEKTP0CBAPOHHblH CTAHOKT) CTblKOBOH CBAPKH— 
As A2A ((fmr. 9). — npeAnaBnanacTCH AJia CBapKH Jiencaro npo- 
BOAomiaro Maiopiaxa, HeCoAbmnxb cBepjb, pa3BepTOKb, noiocb 
h oGpyneu MaAaro ctneHin, h npeACTaBAnerb He 3 aMtiiHMuu npn- 
Gopb Bb COBpeMCHlIOli pCMOHTHOH HAH MCXaHHHeCKOlI MaCTepCKOH. 
HanGoAbmie pa3Mtpu AJ*a CBapnEaenaro MaTepiaja: 3/8 ax. 
(9 mm.), a*™ Kpyrjaro accAtsa hah cthah, h cooTBtTCTByiomee 
ctncHie a^« KBaApaTiiaro n.in HAOCKaro aceAt3a; MtAHbie hah 
AaTymiwe npyTKH ao KaAnopa As 8 (4,4 mm.). KoMHACKTb MtA- 
iibixb 3aacHMOBb, AocTaBABCMbixb npn cTamct, npHcnocooAeHb aix 
CB apKH Bbiinena3Baiiiiaro Maiepiaia. CTanoKb HMterb aoohtb CTe- 
nenefi peryanpoBania BOAbTawa, A a »niHXb noHHacenic ao 60%. 
3anHMaeMaa n.iomaAb — 11x22 am. (279x559 mm.; BHcoia 
CTaiiKa — 23 am. (584 mm.); Btcb — 250 $ynT. (115 Kiuorp.). 
eTERTPOCBAPOHmiH CTAHOK'B J.TH CBAPKII TPYBT> — 
wAs A22A. — 9iOTb CTanoKb ynoTpeOjaeTca A*fl CBapKH Tpy6b 
hah TpyGnamib H3AtAiii, OTb 1-1/4 am. (32 mm.) ao 3 ax. 
(76 mm.) Bb AiaMCTpt, npnneMb hcooxoahmo toalko MtiiHTb MtA- 
nwe 3aacHMM. npn npHMtiieiiiH cooTBtTCTByiomHXb 3aacnxoBb, 
MoacHO TaKace cBapnBaTB na 9TOMb CTaiiKt h cnAomnue npyTKH, 
KBaApaTHue hah npyrabie OTb 1/2 am. (13 mm.) ao 1-1/4 am. 
(32 mm.). CBapHBaeMua TpyGu 3aacHMaioTCfl AaBAcnieMb cacaiaro 
B03Ayxa, mo 3HaqHTCAbuo ycKopaeTb Bet onepanin CBapKH. Cthh- 
kh nopMaAMiaro THna npHcnocoGaenH a^h oocAyacnBaHifl oaho- 
4)a3HLIMb TOKOMb, Bb 220 BOALTb HpH 60 I^HKAaib, HO MOTyTL 
Gijtb AOCTaBAeiiu, npn He3HaHHTeAbHoii AoGaBonHofi naaTt, h am 
aioGoro BOAbTaaca h nacTOTti Tona, CBapKa napoB03Hoii Tpy6Ki 
2-1/2 am. (57 mm.) Bb AiaMCTpt npn 0,125 am. (3 mm.) toi- 
mnHbi crfenoKb, TpeGyeTb, npHGaH3HTeibno, 15 KHAOBam, am 
nponeacyTKa BpeMeHH Bb 45 cenynAb. 

Ha <f>er. 10 npeACTaBaeHb 9 tott> CTaHOKb cb npH6opoMi am 
npoKaTKH TpyGb, kotoplih catAyen, noKyna-rb coBMtcnio cb craH- 
KOMb A22A. 9TOTb npH6opb ycTanaBjHBaeTC^ HenocpcACTBeHHO 
sa cTaiiKOMb. Toabko mo cBapeHHan Tpy6a eme Bb ropanex* 
cocTOBHiH, HaAtBacTca Ha Bpamaiomyiocfl onpaBKy npoKaraaro 
upnGopa h npoKaTbiBaeTcn ao HaAJeacamaro paaxtpa Bb uteri 
CBapKH, npn noMomn BepiHaro poamca nponaTHaro npaGopa^ 
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